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Description 

TECHNICAL FIELD 

5 [0001 ] The present invention relates to a continuous casting method wherein a direct current magnetic field is applied 
to the direction of thickness of the mold over the whole width direction to make the molten steel stream uniform, and 
particularly to a continuous casting method wherein the meniscus flow velocity within the mold is regulated to a specific 
range. 

10 BACKGROUND ART 

[0002] It is known that, in continuous casting, the flow of a molten steel within a mold greatly influences the quality of 
cast slabs and the operation. Specifically, the flow of a molten steel stream delivered through a nozzle brings slag inclu- 
sions, included in the molten steel, into a deep portion of a strand pool. The deeper the portion into which the inclusions 

is are brought, the easier the trapping of the inclusions in a solidified shell and, hence, the higher the possibility of occur- 
rence of defects in a cast slab. For this reason, the depth of the entry of a descending stream should be preferably as 
small as possible. On the other hand, regarding the surface of a molten steel, when the meniscus flow velocity is high 
as is observed in high-speed casting, entrainment of a powder present on the surface of the molten steel in the molten 
steel or an increase in a variation in molten steel surface level occurs. When the meniscus flow velocity is low, as is 

20 observed in low-speed casting, a deckel is formed on the surface of the molten steel, hindering the operation. Further, 
in this case, inclusions or Ar bubbles are trapped in a solidified shell to deteriorate the quality of the cast slab in its por- 
tion very near the surface thereof. For this reason, the meniscus flow velocity should be kept on a constant level. Since 
it is difficult to attain such a flow pattern through the regulation of the nozzle shape and the nozzle depth from the molten 
steel surface, several methods for regulating the flow of a molten steel within a mold by taking advantage of a direct cur- 

25 rent magnetic field have been proposed in the art. 

[0003] Japanese Examined Patent Publication (Kokoku) No 2-20349 discloses a method wherein the flow of a molten 
steel within a mold is regulated using a direct current magnetic field. In this method, a direct current magnetic field is 
allowed to act on a part of a main passage of a molten steel stream delivered through a submerged nozzle to decelerate 
the main stream of the molten steel, thereby preventing the entry of a descending stream into a deep portion of a strand 

30 pool. At the same time, the main stream is divided into small streams to cause agitation of the molten steel within the 
pool. In this method, however, since a direct current magnetic field is allowed to act on a part of the width of the mold, 
a stream delivered through the nozzle, in some cases, bypasses a brake band (a magnetic field band). That is, a stream 
directed from a place, where the brake is weak, toward the lower part of the pool occurs. This brings inclusions into a 
deep portion of the pool. Further, in this case, since this phenomenon is not stable, the flow of the molten steel within 

35 the mold becomes unstable, resulting in unstable agitation at the upper part of the pool. For this reason, the above 
method could not improve the quality of the cast slab. 

[0004] Japanese Unexamined Patent Publication (Kokai) No. 2-284750 discloses a method wherein a direct current 
magnetic field is applied to the whole region in the width direction of the mold. According to this method, although a 
stream below the brake band can be brought into plug flow, the direct current magnetic field is applied to a place where 

40 braking is applied. Further, the regulation of the meniscus flow velocity is carried out by applying a direct current mag- 
netic field to the whole mold or alternatively by applying a direct current magnetic field in a two-stage manner. A method 
wherein a direct current magnetic field is applied to a portion below the nozzle hole is also disclosed therein. As 
described below, however, the meniscus flow velocity is influenced greatly by the angle of a molten steel stream deliv- 
ered through a nozzle, the position of the magnetic field, and the magnetic flux density, and, hence, even in this method, 

45 the flow of the molten steel was unstable. 

[0005] Thus, although the prior art discloses methods for bringing a stream below a brake band into plug flow, it does 
not disclose any method for regulating the meniscus flow velocity by different means depending upon the casting 
speed. 

so DISCLOSURE OF THE INVENTION 

[0006] The present invention provides a method wherein the depth of the entry of a descending stream of a molten 
steel stream is decreased and, at the same time, particularly the meniscus flow velocity on the molten steel surface is 
regulated according to the casting speed, thereby providing a cast slab having a very excellent surface property unat- 
55 tainable by the above conventional methods. 

[0007] Specifically, the present invention provides a method for regulating the flow of a molten steel within a mold by 
taking advantage of a direct current magnetic field, comprising the step of carrying out continuous casting while regu- 
lating the flow of a molten steel by applying a direct current magnetic field having a substantially uniform magnetic flux 
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density distribution over the whole width direction of the mold, characterized in that the flow velocity of a meniscus on 
the surface of the molten steel within the mold is regulated in a range of from 0.20 to 0.40 m/sec while applying a mag- 
netic field. When the flow velocity of the meniscus on the surface of the molten steel is significantly increased, the mol- 
ten steel delivery angle of the nozzle and the position of the magnetic field are determined so that a stream of the 
5 molten steel delivered through the nozzle does not traverse a magnetic field zone but collides directly with a short-side 
wall of the mold and the magnetic flux density B is then regulated according to the following equation (1), thereby reg- 
ulating the meniscus flow velocity in the above specified range: 

V p /V 0 = 1 + a 1 {1-exp(-p 1 .H 2 )} (1) 

10 

wherein H = 185.8 • B 2 • D • T/(D+T)V 

wherein V P represents the meniscus flow velocity when a magnetic field is applied, m/sec; 



V Q represents the meniscus flow velocity when no magnetic field is applied, m/sec; 

15 B represents the magnetic flux density in the center in the direction of the height in the direct current 

magnetic field, T; 

D represents the width of the mold, m; 

T represents the thickness of the mold, m; 

V represents the average flow velocity of the molten steel delivered through a nozzle hole, m/sec; and 

20 a-, and p-| are constants. 



[0008] In this case, V 0 is a measured value, and D, T, and V are predetermined values. Therefore, the meniscus flow 
velocity V P may be regulated by regulating the magnetic flux density B. 

[0009] When the meniscus flow velocity is increased or decreased, the molten steel delivery angle of the nozzle and 
25 the position of the magnetic field are determined so that a stream of the molten steel delivered through the nozzle 
traverses a magnetic field zone and then collides with a short-side wall of the mold and the magnetic flux density is then 
regulated according to the following equation (2), thereby regulating the meniscus flow velocity to the above specified 
range: 

30 V p /V 0 = 1 + a 2 {sin(p 2 • H)exp(-y H)} (2) 

wherein H = 185.8 • B 2 • D • T/(D+T)V 
wherein a 2 , p 2 > and y are constants. 

35 [001 0] According to the present invention, since the meniscus flow velocity is regulated by the above method, the flow 
of the molten steel within the mold can be properly regulated according to the casting speed, enabling the deterioration 
of the quality of the surface layer in a cast slab, caused by inclusions and Ar bubbles, to be surely prevented. 

BRIEF DESCRIPTION OF THE DRAWINGS 

40 

[001 1 ] 

Fig. 1 is a diagram showing a relationship between the meniscus flow velocity and the index of defects in the sur- 
face layer of a cast slab which indicates the optimal meniscus flow velocity of the present invention; 
45 Fig. 2 is a schematic plan view of a magnetic field coil for generating a direct current magnetic field; 

Fig. 3 is a diagram showing a relationship between the parameter H and the casting speed, which indicates a 
parameter H necessary for bringing a molten steel stream to plug flow; 

Fig. 4 is a diagram showing a relationship between the parameter H and the meniscus flow velocity in an embodi- 
ment where a stream of a molten steel delivered through a nozzle collides directly against a short-side wall of a 
so mold; 

Fig. 5 is a diagram showing a relationship between the parameter H and the meniscus flow velocity in an embodi- 
ment where a stream of a molten steel delivered through a nozzle traverses a magnetic field zone and then collides 
against a short-side wall of a mold; 

Fig. 6 (A) is a schematic diagram showing the collision of a molten steel stream, delivered through a nozzle, directly 
55 against a short-side wall of a mold; 

Fig. 6 (B) is a schematic diagram showing the traverse of a magnetic field zone by a molten steel stream, delivered 

through a nozzle, followed by the collision of the molten steel stream against a short-side wall of a mold; 

Figs. 7 (A) to 7 (D) are a typical diagram showing a relationship between a molten steel stream, delivered through 
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a nozzle, and a magnetic field zone; 

Fig. 8 is a diagram showing an index of defect in the surface layer of cast slabs prepared in Examples 1 to 3 and 
Comparative Examples 1 to 3; 

Fig. 9 is a diagram showing an index of defects in the interior of cast slabs prepared in Examples 1 to 3 and Com- 
5 parative Examples 1 to 3; 

Fig. 10 is a diagram showing an index of defects in the surface layer of cast slabs prepared in Examples 4 to 6 and 
Comparative Examples 4 to 6; 

Fig. 1 1 is a diagram showing an index of defects in the interior of cast slabs prepared in Examples 4 to 6 and Com- 
parative Examples 4 to 6; 

10 Fig. 1 2 is a diagram showing an index of defects in the surface layer of cast slabs prepared in Examples 7 to 9 and 
Comparative Examples 7 to 9; and 

Fig. 13 is a diagram showing an index of defects in the interior of cast slabs prepared in Examples 7 to 9 and Com- 
parative Examples 7 to 9. 

15 BEST MODE FOR CARRYING OUT THE INVENTION 

[001 2] The best mode for carrying out the invention will now be described. 

[0013] Continuous casting can be classified roughly into three systems, i.e., low-speed casting, medium high speed 
casting, and high-speed casting, according to the casting speed. 
20 [0014] In a low-speed casting process, casting of a thick material is carried out at a rate of less than about 0.8 m/min 
using a vertical casting machine. 

[0015] In a medium-speed casting process, casting is carried out at a rate of about 0.8 to less than 1 .8 m/min using 
a bending type continuous casting machine, a vertical bending type continuous casting machine or the like, and, in a 
high-speed casting process, a thin material is cast at a rate of about 1 .8 to less than 3 m/min using a vertical bending 
25 type continuous casting machine or the like. 

[0016] Thus, a considerable difference in casting speed is found among casting processes, resulting in a variation in 
meniscus flow velocity on the surface of a molten steel according to casting conditions (casting speed, size of cast slab 
and the like). 

[0017] As described above, when the meniscus flow velocity is high, the variation in molten steel level becomes so 
30 large that a powder present on the surface of the molten steel is entrained in the molten steel, while when the meniscus 
flow velocity is low, inclusions or Ar bubbles are trapped in a solidified shell. In both the cases, the surface quality of the 
resultant cast slab is deteriorated. 

[0018] Therefore, mere regulation of the meniscus flow velocity cannot provide a cast slab having an excellent surface 
quality. 

35 [001 9] Based on the above recognition, the present inventors have made studies on an optimal meniscus flow velocity 
range. Specifically, casting was carried out using an actual continuous casting machine under various casting condi- 
tions to investigate the relationship between the meniscus flow velocity and the defect in a cast slab. As a result, it has 
been found that, when the meniscus flow velocity is in the range of 0.20 to 0.40 m/sec, the defect of the cast slab can 
be significantly reduced. The results are shown in Fig. 1 . As can be seen from the drawing, when the meniscus flow 

40 velocity is in the range of from 0.20 to 0.40 m/sec, the index of defects in the surface of cast slabs is not more than 1 .0, 
indicating that a meniscus flow velocity in this range can offer improved surface quality. 
[0020] Means for providing a meniscus flow velocity in the above range will now be described. 
[0021] The present inventors have made a model experiment using mercury in equipment corresponding to a scale 
of about 1/2 of an actual machine to elucidate the influence of the angle of a molten steel delivered through a nozzle, 

45 the position of a magnetic field, and the magnetic flux density. 

[0022] At the outset, a direct current magnetic field was formed, for example, by, as shown in Fig. 2, providing a pair 
of coils 4, 4 on opposed legs 3, 3 of a zi-shaped iron core 2 and passing a direct current through the coils 4, 4. In this 
case, a direct current magnetic field having a magnetic flux density, which is uniform in the width direction could be pro- 
vided by using a magnetic pole having a width larger than the width of the mold. 

50 [0023] Then, this direct current magnetic field was used to determine conditions for bringing a molten steel stream 
below the magnetic field zone applied to the molten steel into plug flow. 

[0024] Basically, a higher magnetic flux density facilitates plug flowing. The present inventors have defined the mini- 
mum required magnetic flux density depending upon the amount of the poured molten steel by the following parameter 
H: 

55 

H = 185.8 • B 2 • D • T/(D+T) V 

wherein 
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B represents the magnetic flux density in the center in the direction of the height in the direct current magnetic field, 

D represents the width of the mold, 

T represents the thickness of the mold, and 

V represents the average flow velocity of the molten steel delivered through a nozzle hole. 

5 

The parameter H represents the ratio of the electromagnetic force acting on the molten steel, due to the direct current 
magnetic field, to the inertial force of the molten steel stream delivered through the nozzle. The larger the B value and 
the smaller the V value, the larger the H value. The relationship between the parameter H and the flow velocity of a 
descending stream in the vicinity of a short-side wall of a mold below the magnetic field was investigated in order to 
10 provide conditions for bringing the molten steel stream into plug flow. As a result, it has been found that, as shown in 
Fig. 3, the stream below the magnetic field zone can be brought into plug flow by bringing the H value to not less than 
2.6 although the braking efficiency somewhat varies depending upon the molten steel delivery angle of the nozzle and 
the position of the magnetic field. 

[0025] In Fig. 3, the casting speed in continuous casting is plotted on the ordinate, W is the flow velocity of a descend- 
15 ing stream, in the vicinity of a short-side wall, below the magnetic field zone, and Vc is a value obtained by dividing the 
amount of the stream delivered through the nozzle by the horizontal sectional area of the pool. 
[0026] Then, in order to learn what the meniscus flow velocity is, the present inventors have investigated the relation- 
ship between the meniscus flow velocity and the parameter H by varying the angle of a molten steel stream delivered 
through a nozzle, the position of a magnetic field, and the flow velocity of the molten steel with a direct current magnetic 
20 field applied. As a result, it has been found that there is a clear relationship between the parameter H and the ratio of 
the meniscus flow velocity Vp in the case where a magnetic field is applied, to the meniscus flow velocity Vo in the case 
where no magnetic field is applied, i.e., Vp/Vo, and that two tendencies are found in the above relationship. 
[0027] Specifically, one of tendencies is that, as shown in Fig. 4, an increase in parameter H results only in an 
increase in meniscus flow velocity. The other tendency is that, as shown in Fig. 5, when the parameter H is increased, 
25 the meniscus flow velocity first increases and then decreases. 

[0028] Further, it has been found that these two tendencies depend upon whether or not a molten steel stream deliv- 
ered through the nozzle traverses a region having the highest magnetic flux density in a magnetic field zone when it 
collides with a short-side wall of the mold. 

[0029] As shown in Fig. 6 (A), when a molten steel stream 7 delivered through a nozzle 5 in a mold 1 collides against 
30 a short-side wall 1 A in the mold before it traverses a magnetic field zone 6, the meniscus flow velocity ratio Vp/Vo of a 
meniscus flow 8 has a tendency as shown in Fig. 4. 

[0030] On the other hand, as shown in Fig. 6 (B), when the molten steel stream 7 delivered through the nozzle 5 in 
the mold 1 traverses the magnetic field zone 6 and then collides against the short-side wall 1 A of the wall, the meniscus 
flow velocity ratio has a tendency as shown in Fig. 5. 

35 [0031] From the above results, the following facts have been found. In an embodiment shown in Fig. 6 (A), when the 
parameter H is not less than 0.3, the meniscus flow velocity Vp is clearly higher than the meniscus flow velocity Vo. On 
the other hand, in an embodiment shown in Fig. 6 (B), when the parameter H is less than 5.3, the meniscus flow velocity 
Vp is higher than the meniscus flow velocity Vo, while when the parameter H is not less than 5.3, the meniscus flow 
velocity Vp becomes lower than the meniscus flow velocity Vo. 

40 [0032] In other words, it is apparent that the regulation of the position for delivering a molten steel through a nozzle, 
the angle of the molten steel stream delivered through the nozzle, the position of a magnetic field zone and the like are 
important to the regulation of the meniscus flow velocity. 

[0033] In order to regulate the meniscus flow velocity so as to fall within the above optimal range, it is necessary to 
determine how nozzle conditions and magnetic field conditions are set with respect to the meniscus flow velocity Vo in 

45 the case where no magnetic field is applied. This can be achieved by determining the relationship between the param- 
eter H and the ratio of the meniscus flow velocity Vp, in the case where a magnetic field is applied, to the meniscus flow 
velocity Vo, in the case where no magnetic field is applied, i.e., Vp/Vo. In this case, as described above, the controlla- 
bility of the meniscus flow velocity varies greatly depending upon whether or not the molten steel stream delivered 
through the nozzle directly traverses the magnetic field. Therefore, studies should be carried out on two cases. 

50 [0034] First, when a molten steel stream delivered through a nozzle is collided against a short-side wall of a wall 
before it traverses a magnetic field zone, as can be seen from Fig. 4, the meniscus flow velocity increases with increas- 
ing the parameter H. Therefore, the Vp/Vo value is an increasing function of the parameter H. Good agreement with 
experimental results can be attained, for example, when following equation (1) is used in the function: 

55 V p /V 0 = 1 + a 1 {1-exp(-p 1 -H 2 )} (1) 

[0035] In this experiment, a-| = 2.6 and p-| = 0.3 were used as constant values. 

[0036] On the other hand, when the molten steel stream delivered through the nozzle directly traverses the magnetic 
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field zone, as can be seen from Fig. 5, the meniscus flow velocity first increases and then decreases with increasing the 
parameter H. Therefore, a function which first increases and then decreases with increasing the parameter H may be 
used in Vp/Vo. Good agreement with experimental results can be attained, for example, when following equation (2) is 
used in the function: 

5 

Vp/Vo = 1 + cc 2 {sin(p 2 • H)exp(-y • H)} (2) 
[0037] In this experiment, 02 = 6.5, p 2 = 0.63, and y = 0.35 were used as constant values. 

[0038] The equation of parameter H is substituted for H in the equation 2 to determine the meniscus flow velocity Vp, 
10 and the magnetic flux density B is regulated to regulate the meniscus flow velocity Vp so as to fall within the range 
shown in Fig. 1. 

[0039] The method for regulating the meniscus flow velocity will now be described in more detail. 

[0040] At the outset, the meniscus flow velocity Vo, in the case where no magnetic field is applied, is measured. In 

this case, for example, a metal rod is immersed in a molten steel, the load acting on the metal rod is measured with a 

15 strain gauge, and the load is converted to flow velocity to determine a desired flow velocity. 

[0041] Then, in the case of application of a magnetic field, the meniscus flow velocity ratio Vp/Vo for bringing the 
meniscus flow velocity Vp to the range of from 0.20 to 0.40 m/sec is determined. In this case, the target range (0.20 to 
0.40 m/sec) may be previously divided by the meniscus flow velocity in the case where no magnetic field is applied. 
When the resultant value exceeds 1, the meniscus flow velocity should be increased in the casting operation. In this 

20 case, the equation (1) may be used. Alternatively, among parameter H values of less than 5.3, a parameter H for pro- 
viding the predetermined Vp/Vo value, that is, magnetic flux density B, may be determined using the equation (2). 
Which equation, the equation (1) or the equation (2), should be used depends upon the Vo value. Specifically, when the 
meniscus flow velocity is small, the equation (1) is used because the degree of increase in the flow velocity is large. On 
the other hand, when the degree of increase in flow velocity is small, the equation (2) is used in such a region where 

25 the meniscus flow velocity is once increased and then decreased. When Vp/Vo is less than 1 , among parameter H val- 
ues of not less than 5.3, a parameter H for providing the predetermined Vp/Vo value, that is, magnetic flux density B, 
may be determined using the equation (2). 

[0042] Thus, the application of a direct current magnetic field having a magnetic flux density distribution, which is sub- 
stantially uniform in the width direction of the mold in the direction of thickness, enables the meniscus flow velocity to 

30 be regulated to the optimal range while bringing the molten steel stream below the magnetic field zone into plug flow. 
[0043] The phenomenon wherein the meniscus flow velocity is once increased and then decreased can be explained 
as follows. In a mold, the flow velocity of a meniscus stream 8 and the depth of entry of a molten steel stream 7 deliv- 
ered through a nozzle are determined by the distribution of the molten steel stream delivered through the nozzle in the 
case where the stream 7 delivered through a nozzle collides against a short-side wall 1 A with gradual spreading and is 

35 then distributed upward or downward (see Fig. 7 (A)). In the method of the present invention, when a direct current mag- 
netic field 6, which is substantially uniform in the width direction, is applied in the vicinity of a nozzle hole, the entry of 
a molten steel stream delivered through a nozzle into a lower portion of the pool is first inhibited by an electromagnetic 
brake. This makes the upward flow of the molten steel larger than the flow of the molten steel directed to the magnetic 
field zone 6, accelerating the flow in the meniscus (see Fig. 7 (B)). A subsequent increase in magnetic flux density 

40 makes the flow of the molten steel within the magnetic field zone 6 uniform, which brings the molten steel stream below 
the magnetic field zone 6 into plug flow (see Fig. 7 (C)). When the magnetic flux density is further increased, a region 
having a high magnetic flux density approaches the molten steel surface. In this case, as in the case where the molten 
steel stream below the magnetic field zone is brought into plug flow, a flow which rises along the short-side wall is 
braked. Therefore, at a certain or higher magnetic flux density, the meniscus flow velocity can be made lower than that 

45 in the case where no magnetic field is applied (see Fig. 7 (D)). 

EXAMPLES 

[0044] A molten low-carbon aluminum killed steel (AISI: A569-72) was poured into a mold having a size in the direc- 
50 tion of internal width (D) of 1 to 2 m and a size in the direction of internal thickness (T) of 0.2 to 0.25 m, and casting was 
carried out under conditions specified in Table 1 with the average flow velocity (V) of the molten steel delivered through 
a nozzle being varied in a range of from 0.2 to 1 .3 m/sec depending upon the casting speed. 

[0045] A magnetic coil was provided on the outer periphery of the mold while taking into consideration the casting 
speed so that a direct current magnetic field could be uniformly applied in the width direction of the mold. Conditions for 
55 each casting speed were as follows. 
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(1) Low-speed casting process 

[0046] Regarding common conditions, the meniscus flow velocity V 0 in the case where no magnetic field was applied 
was 7 cm/sec, and the magnetic flux density B for providing a parameter H of not less than 2.6 was 0.1 5T (tesla). 

5 [0047] In this embodiment, the meniscus flow velocity is so low that the degree of acceleration should be large. There- 
fore, casting was carried out under such a condition that the meniscus flow velocity increases with increasing the mag- 
netic flux density. That is, the molten steel delivery angle of the nozzle and the position of the magnetic field were 
adjusted so that a stream of the molten steel, delivered through the nozzle, did not directly traverse a high magnetic flux 
zone, and the H value for bringing the meniscus flow velocity to the range of from 0.20 to 0.23 m/sec was determined 

10 using the equation (1). 

[0048] Specifically, in the case of a casting speed of 0.3 m/min, the magnetic flux density to be applied to the mold, 
that is, the magnetic flux density B necessary for increasing the meniscus flow velocity V p to 0.22 m/sec is as follows. 
From the equation (1), 

15 V p /V 0 =0.22/0.7= 1 +2.2{1-exp(-0.4xH 2 )}. 

Therefore, 

H = 4.3 = 1 85.8 x B 2 x 1 .5 x 0.25/(1 .5 + 0.25) x 0.27. 

20 

From this, 

B = 0.17T. 

25 [0049] In this case, a-| was 2.2, and Pi was 0.4 with the other conditions being as given in Table 1 . 

[0050] Similarly, in the case of a casting speed of 0.4 m/min, the magnetic flux density was 0. 1 6T, and the parameter 
H was 3.2. 

[0051] Further, in the case of a casting speed of 0.5 m/min, the magnetic flux density was 0.1 6T, and the parameter 
H was 2.6. 

30 [0052] Cast slabs prepared under the above casting conditions were investigated for defects in the surface layer and 
interior thereof. The results are tabulated in Table 1 and shown in Figs. 8 and 9. 

[0053] For comparison, the results of investigation for defects in the surface layer and interior of cast slabs prepared 
under the same casting conditions except that no magnetic field was applied (1 and 2) and a nonuniform magnetic field 
was applied in the width direction of the mold (3) (in such a manner that a direct current magnetic field was applied in 

35 the direction of the thickness under such a condition as will provide a magnetic flux density of 0.3T using an iron core, 
having a coil height of 370 mm and a thickness of 370 mm, provided on a part of the width direction of the mold with the 
direction of the direct current magnetic field being laterally inverted) are tabulated in Table 1 and shown in Figs. 8 and 9. 
[0054] As is apparent from the above table and drawings, according to the examples of the present invention, washing 
at the front face of a solidified shell based on the acceleration of meniscus flow velocity could prevent the trapping of 

40 inclusions in the surface layer of the cast slab, resulting in significantly reduced internal defect index and inclusion 
defect index in the surface layer as compared with those in comparative examples. 

(2) Medium-speed casting process 

45 [0055] Regarding common conditions, the meniscus flow velocity V 0 was 0.12 m/sec, and the magnetic flux density 
B for providing a parameter H of not less than 2.6 was 0.18T. 

[0056] Although the meniscus flow velocity in this embodiment is higher than that in the low-speed casting process, 
the meniscus flow velocity should be further increased. Therefore, casting was carried out under such a condition that, 
in increasing the magnetic flux density, the meniscus flow velocity was first increased and, thereafter, decreased. The 

50 molten steel delivery angle of the nozzle and the position of the magnetic field were adjusted so that a stream of the 
molten steel, delivered through the nozzle, directly traverses a magnetic flux zone. Further, the equation (2), which is 
an equation applied to the case where the H is between a value which provides the maximum meniscus flow velocity 
and a value which provides a meniscus flow velocity identical to the case wherein no magnetic field is applied, that is, 
5.3, was used to determine H (B) for bringing the meniscus flow velocity V p to 0.31 m/sec. 

55 [0057] Specifically, in the case of a casting speed of 0.8 m/min, the magnetic flux density B to be applied to the mold 
is as follows. From the equation (2), 

V p /V 0 =0.31/0.12 = 1 + 5.5 {sin(0.6 x H)exp(-0.3 x H)}. 
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Therefore, 

H = 3.5 = 1 85.8 x B 2 x 1 .5 x 0.25/(1 .5 + 0.25) x 0.52. 

From this, 

B = 0.21T. 

[0058] In this case, cc 2 was 5.5, p 2 was °- 6 « and Y was 0.3 with the other conditions being as given in Table 1 . 
[0059] Similarly, in the case of a casting speed of 1 .0 m/min and 1 .2 m/min, the magnetic flux densities were respec- 
tively 0.28T and 0.34T, and the parameters H were respectively 4.1 and 4.7. 

[0060] Cast slabs prepared under the above casting conditions were investigated for defects in the surface layer and 
interior thereof. The results are tabulated in Table 1 and shown in Figs. 10 and 1 1 . 

[0061] For comparison, the results of an investigation for defects in the surface layer and interior of cast slabs pre- 
pared under the same casting conditions except that no magnetic field was applied (4), on a nonuniform magnetic field 
was applied in the width direction of the mold (5 and 6), are tabulated in Table 1 and shown in Figs. 10 and 1 1 . 
[0062] As is apparent from the above table and drawings, according to the examples of the present invention, as in 
the case of the low-speed casting process, the surface layer defect and the internal defect of the cast slab could be sig- 
nificantly reduced as compared with those in comparative examples. 

(3) High-speed casting process 

[0063] Regarding common conditions, the meniscus flow velocity V 0 was 0.50 m/sec, and the magnetic flux density 
B for providing a parameter H of not less than 2.6 was 0.29T. 

[0064] Since the meniscus flow velocity in this embodiment is high, it should be decreased. Therefore, the molten 
steel delivery angle of the nozzle and the position of the magnetic field were adjusted so as for a stream of the molten 
steel, delivered through the nozzle, directly traversed a magnetic flux zone, and the equation (2) was used to deter- 
mined H(B) necessary for bringing the meniscus flow velocity V p to 0.37 m/sec. 

[0065] Specifically, in the case of a casting speed of 2.0 m/min, the magnetic flux density B to be applied to the mold 
is as follows. From the equation (2), 

V p /V 0 = 0.37/0.50 = 1 +5.5 {sin(0.6 x H)exp(-0.3 x H)}. 

Therefore, 

H = 5.6 = 185.8 x B 2 x 1.1 x 0.25/(1.1 + 0.25) x 1.19. 

From this, 

B = 0.42T. 

[0066] In this case, cc 2 was 5.5, p 2 was 0.6, and y was 0.3 with the other conditions being as given in Table 1 . 
[0067] Similarly, in the case of a casting speed of 2.3 m/min and 1 .8 m/min, the magnetic flux densities were respec- 
tively 0.44T and 0.43T, and the parameters H were respectively 5.8 and 6.0. 

[0068] Cast slabs prepared under the above casting conditions were investigated for defects in the surface layer and 
interior thereof. The results are tabulated in Table 1 and shown in Figs. 12 and 13. 

[0069] For comparison, the results of an investigation for defects in the surface layer and interior of cast slabs pre- 
pared under the same casting conditions except that no magnetic field was applied (9), or a nonuniform magnetic field 
was applied in the width direction of the mold (7 and 8), are tabulated in Table 1 and shown in Figs. 12 and 13. 
[0070] As is apparent from the above table and drawings, as compared with the comparative examples, the examples 
of the present invention could significantly reduce the number of inclusion defects, in the surface of the cast slab, 
caused by powder entrainment and, further, could reduce a variation in the molten steel surface level, resulting in 
improved surface appearance. Further, at the same time, a stream of the molten steel below the magnetic field zone 
could be brought to plug flow, resulting in significantly reduced amount of internal defects in the cast slab. 
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INDUSTRIAL APPLICABILITY 

[0071] As is apparent from the foregoing detailed description, according to the present invention, the meniscus flow 
velocity can be stably increased or decreased while bringing a molten steel stream below a magnetic field zone into 
plug flow according to need, enabling the meniscus flow velocity to be regulated so as to fall within a specific range 
(0.20 to 0.40 m/sec). This makes it possible to prepare a cast slab wherein the defects in the surface layer as well as in 
the interior thereof has been greatly reduced, that is, a cast slab having an improved quality. Even when the casting 
speed is required to be varied during casting, the present invention can flexibly cope with a change of casting condi- 
tions. Further, the molten steel stream below the magnetic field zone can be surely brought into plug flow, enabling dif- 
ferent steels to be continuously cast without using any iron plate unlike the prior art. In addition, a deterioration in quality 
of the cast slab before and after varying the kind of the steel to be cast can be prevented. 
[0072] Thus, the present invention is very useful in continuous casting. 

Claims 

1 . A method for regulating the flow of a molten steel within a mold by taking advantage of a direct current magnetic 
field, comprising the step of carrying out continuous casting while regulating the flow of a molten steel, delivered 
through a nozzle, by applying a direct current magnetic field having a substantially uniform magnetic flux density 
distribution over the whole width direction of the mold, characterized in that the flow velocity of a meniscus on the 
surface of the molten steel within the mold is regulated in a range of from 0.20 to 0.40 m/sec by regulating the mol- 
ten steel delivery angle of the nozzle, the position of the magnetic field, and the magnetic flux density. 

2. The method according to claim 1 , wherein, when the flow velocity of the meniscus on the surface of the molten steel 
within the mold is increased, the molten steel delivery angle of the nozzle and the position of the magnetic field are 
determined so that a stream of the molten steel delivered through the nozzle does not traverse a magnetic field 
zone but collides directly with a short-side wall of the mold and the magnetic flux density B is then regulated accord- 
ing to the following equation (1), thereby regulating the meniscus flow velocity in a range of from 20 to 40 cm/sec: 

V p /V 0 = 1 + a 1 {1-exp(-p 1 .H 2 )} (1) 

wherein H = 185.8 • B 2 • D • T/(D+T)V 

wherein V P represents the meniscus flow velocity when a magnetic field is applied, m/sec; 



V Q represents the meniscus flow velocity when no magnetic field is applied, m/sec; 

B represents the magnetic flux density in the center in the direction of the height in the direct cur- 

rent magnetic field, T; 
D represents the width of the mold, m; 

T represents the thickness of the mold, m; 

V represents the average flow velocity or the molten steel delivered through a nozzle hole, m/sec; 

and 

ai and Pi are constants. 



3. The method according to claim 1 , wherein, when the flow velocity of the meniscus on the surface of the molten steel 
within the mold is increased or decreased, the molten steel delivery angle of the nozzle and the position of the mag- 
netic field are determined so that a stream of the molten steel delivered through the nozzle traverses a magnetic 
field zone and then collides with a short-side wall of the mold and the magnetic flux density is then regulated 
according to the following equation (2), thereby regulating the meniscus flow velocity in a range of from 0.2 to 0.40 
m/sec: 

V P /V 0 = 1 + a 2 {sin(p 2 • H)exp(-y H)} (2) 

wherein H = 185.8 • B 2 • D • T/(D+T)V 
wherein o^, P2, and y are constants. 

4. The method according to claim 2 or 3, wherein the parameter H is regulated to not less than 2.6. 

5. The method according to claim 1 , 2 or 3, wherein the meniscus flow velocity is regulated in a range of from 0.20 to 
0.40 m/sec by regulating the position for delivering the molten steel through the nozzle, the position of the magnetic 
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field, and the magnetic flux density. 
Patentanspruche 

1. Verfahren zum Regulieren des Flusses eines geschmolzenen Stahls in einer GieBform durch Ausnutzen eines 
magnetischen Gleichfeldes, mit dem Schritt des Ausfuhrens von StranggieBen, wahrend der FluB eines geschmol- 
zenen Stahls, der durch eine Duse zugefuhrt wird, durch Anlegen eines magnetischen Gleichfeldes reguliert wird, 
das eine im wesentlichen einheitliche magnetische FluBdichteverteilung uber die gesamte Breitenrichtung der 
GieBform aufweist, dadurch gekennzeichnet, daB die FlieBgeschwindigkeit eines GieBspiegels an der Oberflache 
des geschmolzenen Stahls in der GieBform in einem Bereich von 0,20 bis 0,40 m/s durch Einstellen des ZufCihr- 
winkels der Duse fur den geschmolzenen Stahl, der Position des Magnetfeldes und der magnetischen FluBdichte 
reguliert wird. 

2. Verfahren nach Anspruch 1, wobei, wenn die FlieBgeschwindigkeit des GieBspiegels an der Oberflache des 
geschmolzenen Stahls in der GieBform erhoht wird, der Zufuhrwinkel der Duse fur den geschmolzenen Stahl und 
die Position des Magnetfeldes so bestimmt werden, daB ein Strom des geschmolzenen Stahls, der durch die Duse 
zugefuhrt wird, keine Magnetfeldzone durchquert, sondern direkt mit einer kurzen Seitenwand der GieBform kolli- 
diert, und die magnetische FluBdichte B dann gemaB der folgenden Gleichung (1) reguliert wird, wodurch die GieB- 
spiegel-FlieBgeschwindigkeit in einem Bereich von 20 bis 40 cm/s reguliert wird: 



wobei H = 185,8 • B 2 • D • T/(D+T)V 

wobei V p die GieBspiegel-FlieBgeschwindigkeit in m/s, wenn ein Magnetfeld angelegt wird, darstellt; 

V 0 die GieBspiegel-FlieBgeschwindigkeit in m/s, wenn kein Magnetfeld angelegt wird, darstellt; 
B die magnetische FluBdichte in T in der Mitte in die Richtung der Hohe im magnetischen Gleichfeld dar- 
stellt; 

D die Breite der GieBform in m darstellt; 
T die Dicke der GieBform in m darstellt; 

V die mittlere FlieBgeschwindigkeit des geschmolzenen Stahls in m/s darstellt, der durch eine Dusenboh- 
rung zugefuhrt wird; und 
a-j und Pi Konstanten sind. 

3. Verfahren nach Anspruch 1, wobei, wenn die FlieBgeschwindigkeit des GieBspiegels an der Oberflache des 
geschmolzenen Stahls in der GieBform erhoht Oder gesenkt wird, der Zufuhrwinkel der Duse fur den geschmolze- 
nen Stahl und die Position des Magnetfeldes so bestimmt werden, daB ein Strom des geschmolzenen Stahls, der 
durch die Duse zugefuhrt wird, eine Magnetfeldzone durchquert und dann mit einer kurzen Seitenwand der GieB- 
form kollidiert, und die magnetische FluBdichte dann gemaB der folgenden Gleichung (2) reguliert wird, wodurch 
die GieBspiegel-FlieBgeschwindigkeit in einem Bereich von 0,2 bis 0,40 m/s reguliert wird: 



wobei H = 185,8 • B 2 • D • T/(D+T)V 
wobei a 2 , p 2 uncl Y Konstanten sind. 

4. Verfahren nach Anspruch 2 oder 3, wobei der Parameter H auf nicht weniger als 2,6 reguliert wird. 

5. Verfahren nach Anspruch 1 , 2 oder 3, wobei die GieBspiegel-FlieBgeschwindigkeit in einem Bereich von 0,20 bis 
0,40 m/s reguliert wird, durch Einstellen der Position zum Zufuhren des geschmolzenen Stahls durch die Duse, der 
Position des Magnetfeldes und der magnetischen FluBdichte. 

Revendications 

1 . Procede de regulation de recoupment d'un acier fondu dans une lingotiere par utilisation avantageuse d'un champ 
magnetique en courant continu, comprenant une etape de mise en oeuvre d'une coulee continue avec regulation 
de recoupment de racier fondu transmis par une buse par application d'un champ magnetique en courant continu 
ayant une distribution pratiquement uniforme de densite de flux magnetique dans toute la direction de la largeur de 



Vp/V^I + a^l-expf-p^H 2 )} 



(1) 



V p /V 0 = 1 + cc 2 {sin(p 2 • H)exp(-y H)} 



(2) 
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la lingotiere, caracterise en ce que la vitesse d'ecoulement d'un menisque a la surface de I'acier fondu a I'interieur 
de la lingotiere est regulee dans une plage comprise entre 0,20 et 0,40 m/s par regulation de Tangle de distribution 
d'acier fondu par la buse, de la position du champ magnetique et de la densite de flux magnetique. 

5 2. Procede selon la revendication 1 , dans lequel, lorsque la vitesse d'ecoulement du menisque a la surface de I'acier 
fondu dans la lingotiere augmente, Tangle de distribution de I'acier fondu de la buse et la position du champ magne- 
tique sont determines de maniere qu'un courant d'acier fondu transmis par la buse ne passe pas dans la zone du 
champ magnetique mais vienne directement en collision avec une paroi d'un petit cote de la lingotiere, et la densite 
de flux magnetique B est alors regulee d'apres Tequation suivante (1) de maniere que la vitesse d'ecoulement du 

10 menisque soit regulee dans une plage comprise entre 20 et 40 cm/s : 

V p /V 0 = 1 + a 1 {1 -expf-p^H 2 )} (1) 

H etant tel que H = 185,8 • B 2 • D • T/(D + T)V , V p representant la vitesse d'ecoulement du menisque lorsqu'un 
is champ magnetique est applique, exprimee en m/s, V Q represente la vitesse d'ecoulement du menisque 
lorsqu'aucun champ magnetique n'est applique, exprimee en m/s, B represente la densite de flux magnetique au 
centre dans la direction de la hauteur du champ magnetique en courant continu, exprimee en T, D represente la 
largeur du moule, exprimee en m, T represente Tepaisseur du moule, exprimee en m, V represente la vitesse 
moyenne d'ecoulement de I'acier fondu distribue par un trou de buse, exprimee en m/s, et a-| et p-| sont des cons- 
20 tantes. 

3. Procede selon la revendication 1 , dans lequel, lorsque la vitesse d'ecoulement du menisque a la surface de I'acier 
fondu dans la lingotiere est augmentee ou reduite, Tangle de distribution de I'acier fondu de la buse et la position 
du champ magnetique sont determines afin qu'un courant d'acier fondu distribue par la buse se deplace dans une 

25 zone du champ magnetique'puis vienne en collision avec une paroi d'un petit cote de la lingotiere, et la densite de 
flux magnetique est alors regulee d'apres Tequation suivante (2), de maniere que la vitesse d' ecoulement du 
menisque soit regulee dans la plage comprise entre 0,2 et 0,40 m/s : 

V p /V 0 = 1 + a 2 {sin(p 2 • H)exp(-y H)} (2) 

30 

avec H = 1 85,8 • B 2 • D • T/(D + T) V , et a 2 , P2 et y sont des constantes. 

4. Procede selon la revendication 2 ou 3, dans lequel le parametre H est regule afin qu'il ne soit pas inferieur a 2,6. 

35 5. Procede selon la revendication 1 , 2 ou 3, dans lequel la vitesse d'ecoulement du menisque est regulee dans une 
plage comprise entre 0,20 et 0,40 m/s par regulation de la position de distribution de I'acier fondu par la buse, de 
la position du champ magnetique, et de la densite de flux magnetique. 
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